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Comment 


: Est Rev:E As Per Есп 766 06-01-06 JLM 
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Seq. #: Machine Ог Operation: 


‚ ш жш 


Comment: Qty.: 1.0000 Each(s)/Unit Total: 4.0000 Еасһ(ѕ) 
Оу Рай# Description Batch: 


1 02622-120С Extrusion Ги 


Check Material for апу Dents ог Defects 


LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 


Cut D2724-1 using D2622 extrusion as per Dwg D2724 
Deburr and bevel ends for welding 


3.0 D2734 , 
Comment: Qty.: 2.0000 Each(s)/Unit Total: 8.0000 Бас) Т шына 
206 Step Endplate 
Pick: 
Qty Part Number Description 


2 02734 End Сар 
40 034581 


Comment: Qty.: 2.0000 Each(s)/Unit Тош: 
Pick: 
Qty Part Number Description Batch ~ 
/ 
2 03458-1 Plate 240252 7 ” 
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обе: майлау, 1711112008 АУЛ РМ е ет т” 
User- и уме Dawson ос255 - та кек тт 5 
Tustomer: С\-ОАНОО\ Dart Helicopters Services Drawing А 
Рай Number. 02724041 


Job Number. 43489A 
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Seq. #: Machine Or Operation: Description : 


D34583 


Step Mounting Piate 


Comment: Qty.: 2.0000 Each(s)/Unit Тоша: 8.0000 Еасһ() 
Ріск: 
Qty Рай Number Description 
2 03458-3 Plate 
LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 


Weld end cap and lugs as per Dwg D2724 using Jig DT8884 followed by Jig 
DT (One End Only) 
AR ALROD Batch: 1120251087 
у FE GCO 
Grind end cap welds flush 


VISUAL WELDING INSPECTION 


Comment: ут WELDING INSPECTION 


[ШШШ 


Comment: INSPECT WORK TO CURRENT STEP 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 
Chemical Conversion Coat as per QSI 005 4.1 А 
INSPECT POWDER СОАТ/СНЕМІСА!. CONVERSION 


ШЫ “iim 2. 


Comment: INSPECT POWDER СОАТ/СНЕМІСАІ. CONVERSION 
110 LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


ІШІ ІШІ 


Comment: LARGE FABRICATION RESOURCE 1 


INSPECT WORK TO CURRENT STEP 


Inspect for foreign object рег 051 024 


ион әм 
қ 45517 
м М. Молбаї, я ААЛУ 
iser, Julle Dawson 
Customer. CU-DARUI San Helicopters Senices 


саа 


Job Number: 43489A 


-= ШІ 


Machine Or Operation: 
Weld Remainig end cap as per Dwg D2724 using Jig DT followed by Jig 


DT | 
AR А КОО Batch: трїо37. 


Grind рег dwg 02724 


ЕШ 
“ІШІП 


— Comment: INSPECT WORK ТО CURRENT STEP 


HAND FINISHING 1 


W 


Comment: HAND FINISHING RESOURCE #1 


Tn up Alodine 
RAY PAINTING SPRAY PAINTING 


ШЕ 


Comment: 


-PRIME -GREY в (0114 
SPRAY PAINT DELFLEET BLUE В ИО Ot 7 
Ші... DELFLEET в (о lel 


СТ SPRAY PAINT 


— Comment: INSPECT SPRAY PAINT 


HAND FINISHING 1 HAND FINISHING RESOURCE #1 


ШШШ ИИ 


“Comment: | ang Walk as per Dwg D2724 and QSI 00 54. 
- POWDER СОАТ/СНЕМІСДІ. ны 


Ша” _ ШШ 


— Comment: INSPECT POWDER ISPECT POWDER COAT/CHEMICAL CONVERSION 


“ШШШ Мох Т 


Date: Monday, 17/11/2008 1:53:12 PM 
User: ' Julie Dawson 


Customer: CU-DAR001 Dart Helicopters Services 


Job Number: 43489A 
Job Number: 


ACKAGING 1 


аши f 


Process Sheet 


Drawing Name: 206L /407 STEP ASSY, LH 


Part Number: D2724041 


PACKAGING RESOURCE # 


ШІ 5 


ШЇЇ 


Comment: FINAL INSPECTION/W/O RELEASE 


иы ТТЕ 


NOTE: ALL WELDS SHALL 
BE 100% VISUALLY 
INSPECTED BY A QUALIFIED 
INSPECTOR PER DART 
051 004 


106.21 
MEASURED BEFORE END CAPS WELDED IN PLACE 


A 


81.11 
DISTANCE TO 
PLATE CENTER 
LINES AT TOP 
OF STEP 


0.900 
(REF) 


APPLY BLACK 
АМТІ-5КІО ОМ 
TOP SURFACE 
TO BOTTOM 

OF TOP RADIUS 


11.45 


03458-1 


PLATE A 


13513739 


ТҮР 
REFER ТО STEP 
END DETAIL 


3458-3 


PLATE 02724-1 
MAKE FROM EXTRUSION 02622-107 


ЖЕ а н МО (3406 51 ONY WUNJOLNOO ONY Зіме SI ININNIOQ SHL 
1муа ^а 5002 Ө эчбиХдо2 


МЭШ INOHUM NOSN3dJ ЫЗНЦО АМУ OL QILVINNANOD YO 


ROUND CORNER OF EXTRUSION TO 
MATCH BENO RADIUS OF END PLATE 


Ш 1үні МОШОМО? 


‘YSN 32У450М3У 


1ЧУ0 


38 OL ION SI 


32У450М3У 1МҰ0 тОн3 NOISSINYJd 


530МУЧ3101 035ІАЗУ 
тіміза атзм а31у04й 


‘ом 


азао> но зѕоаыла ANY ноз 0357 


118/1355У 4316 407/190 


ум "я2010ҰН ін0а 
"ОМІ ‘YSN 32У450Ч43У 


/-86%<0 00У “М91530-34 


ла со 7 02734 ЕМО Р(АТЕ 
EUe с › 

1) МАКЕ FROM EXTRUSION 02622 УА ТҮРІСАІ, 5ТЕР END DETAIL 
2) WELD РЕК DART 051 004 S NOT TO SCALE 
3) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 

POWDER COAT ASSEMBLY WHITE (4.3.5.1) PER DART QSI 005 4.3 

APPLY BLACK АМТІ-5КІ0 PAINT PER DART QSI 005 4.4 
4) ALL DIMENSIONS ARE IN INCHES 
5) АЦ. TOLERANCES ARE PER ОДАТ QSI 018 UNLESS OTHERWISE NOTED 


с- 


